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1 
Generally, paperboard boxes intended for 
packing purposes are marie from a blank, i. e. 
a rectangular piece of paperboard stamped with 
fold lines according fo the size of the box fo be 
obtained and slitted ai the ends of some of 5 
the said lines so that the marginal portions of 
the blank can be folded or bent up fo a box. 
Most frequently the blank is folded fo a fin- 
ished box simply on a table, bF means of a few 
bending cheeks which are light in weight. 10 
However, the boxes thus obtained suffer from 
the existence of diagonal folds that are detri- 
mental fo their appearance and hOt particularly 
welcomed for automatic filling purposes. Ber- 
ter results re obtained where the blank is 15 
folded and glued fo .a finished box about a suit- 
ably dimensioned die. Howsoever, in all the 
 known machines, the box-shaping process relies 
upon the action of a plurality of hinged cheeks. 
For want of a sufficiently strong pressing ac- 20 
 tion the boxes thus obtained are hOt quite true, 
in addition fo which dead rimes and idlestrokes 
in the displacements of the various members 
stand in the way of a satisfactory output. 
The invention is concerned with a machine 25 
composed primarily of a turret rotatably 
mounted on a stationarF shaft, a fixed cam 
dise secured fo the top end of said shaft, a hum- 
ber of stands uniformly distributed over the pe- 
riphery of the turret and comprising each a 0 
bracket in which a die-carrying rod is guided 
vertically, a table below said bracket provided 
therein with an aperture equal in width fo the 
width of the box fo be manufactured and in 
length te. the length of the blank of the box, a 5 
pair of vertical side cheeks arranged below said 
 table each adjacent to one of the longer sides of 
the. aperture, mean on the rame of th table 
fo resiliently support said cheeks, a pair. of 
clamps directly below said table and_ having 40 
their legs directed af right .angles te said ver 
tical cheeks, means fo reciprocate said clamps 
horizontally, a pair o vertical end cheek ar 
ranged below the said clamps af right .angles fo 
said side cheeks and carried resiliently by said 45 
frame, cam greoves in the edge of said fixed 
dise, ollowers guided in said rooves and mean 
to reciprocate said die-carrying rod and "said 
 clamps respectively under the control of sai 
followers. 50 
A preerred embodiment o the invention will 
now be described ïor the purpose oï examplifica- 
tion and by no means o limitation, reïerence be- 
.ing had fo the drawings appended hereto in 
: :which: ....... 55 
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Figures 1 fo 4 diagrammatically illustrate-the 
various steps of the box manufacturing process. 
Figures 5 and 6 illustrate the machine in ver- 
tical sectional and top plan view respectively. 
Figure 7 is a vertical section of a detail taken 
on line VII--VII in Fig. 5. 
Figure. 8 is a vertical section taken on .line 
VII--VII in Fig. 5 showing the die in a sub- 
sequent position. 
Figure 9 is a horizontal section taken or. line 
IX--IX in Fig. 5. 
Figures 10, 11 and 12 are diagrammatic detail 
views of modifications. - - 
In .the manufacture of parallelepipedal boxes 
bF the method according fo the invention-la 
blank A is started from which is cutout, stamped 
with fold lines, slitted and locally glue-coated 
as shown in' Fig. 1 in..which D designates .the 
glue-coated areas of the blank. -In'a fi_rst step 
in the manufacturing process the side (iaps 
of the blank are bent upwards fo charme! shape 
as illustrated in Fig. 2. Thereafter the-end.lugs 
C sheared Out in each side flap are bent. 
shown in Fig. 3 fo provide a backing for. the. re- 
spective glue-coated blank end fiaps D,. D w=hich 
are likewise bent upwards and thereby assembled 
with said lugs fo a finished box as shown.in Fig. 
The box-making machine may be supplied 
either with ready cut-out, lined out and slittéd 
blanks piled up in a magazine or with. band 
paperboard fo be stamped out on the machine 
itself by a mechanism working in step there- 
with. 
As shown in Fig. 5, the box-making £able. is 
provided on a turret  rotatably mounted on a 
vertical fixed shaft ; keyed af.8 on said 
is a disc 9 in the edge |0 of which a cam. gr0ove 
3 is milled which is adapted through the .me- 
dium of a follower Il carried by îahe die rod 
and gulded therein to vertically reciprocate. 'said 
rod which is guided in a bracket $8 rigid with 
the turret  The locally glue-coated .blanks 
are brought one by one in step with the opera- 
tion of the machine onM a fixed grate 12 which 
is slotted af §$, 3 at either side of thë box- 
shaping aperture as shown in Fig. 6. Project- 
ing upwards through either Slot ae a pair of 
studs I adapted fo catch the blank and t0 drag 
it along; moreover, a vertically swingable fiap 
I actuated through the medium of a rod $l, 
a lever 2 and a follower 3 guided in a cam 
groove 3§ milled in the disc 9 is swung erect for 
sufficient rime to correctly center the blank with 
respect to the aperture in the table..  
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As shown in Figs. 5 and 6, the main parts of 
the machine are the die | the dimensions of 
which correspond to those of the box to be mun- 
ufactured and which is carried by a vertically 
reciprocatable rod 20 and a table  which is 
formed with an aperture slightly larger in width 
han th mlshe,d box whilê the length of the 
apertureïs equalto that of the paperboard blank. 
ResiIiently mounted below the table and verti- 
cally aligned each with one of the longer sides 
of the aperture are a pair of check s 3 equal in 
size fo the sides of the box. Uhese cheeks are 
o mounted that they can more a small distance 
away from the sides of the die as shown in Fig. 
8. The blank once correctly positioned on the 
table ls caught by the die and forced downwards 
and its Side marginal portions are SqUeezed 
tween the saine and either cheek to channel 
shàpe as shown in Fig. 2; .the lugs C a the ends 
of the side marginal portions as well as the end 
marginal-pori0n D still extend beyond the 
end faces Of thè die. 
As a second stëP in the manufacturing proc- 
ess t2e said end lugs C are laid fiat against the 
end. fàces of. the die each b: one leg of a pair 
of clamps 4 moved horizontally towards each 
other (see lig. 9). Said clamps are arranged 
dtrectly, below the table. As loug as the die is 
moved clown said clamps are completely retructeà 
 that the end lugs C and the end fiaps D are 
not interfered with; they become effective to 
the  end lugs C fiat agains the end faces of the 
die as soon as the bottom or web portion of the 
harmet bus m0ved a little distance, betow the 
level o the clamp top edges. The clamps are 
carried each by a rod 0 slidably received in 
ulde 39;. pivoted fo said rods are a pair of 2- 
àrmed loyers 4| interconnected by a motion- 
rcverslng llrk 4. The other arm 42. of one of 
the loyers 4| crries a follower.  running on a 
Ca 44 !0rovided on the disc. 
-"A he ist tep inhe manufacting process 
th  glueLcoated endfiap D of the blank is ben 
UpwrdS by a pair of, end cheeks § similar fo 
the side cheeks 3 by which the first stop was 
lfornbd (sêe Fig. 5); the. die thon pr0ceeds 
iri its downwrd motion between the said end 
cheeks the extenç of the full height of the box, 
foll0wing Which it remains stationary for a suf- 
fliC ïmé-to ensure that a relable assemblage 
i' obtained. As to the ejection of the finished 
box, ït is performed by the die itself which, as 
iompletes its downward stroke, will force the 
box clear er the lower edges of the end cheeks; 
:'hé die begîns again to ascend the eP edge 
6f: tWbox vii engage the lower edges of the 
nd cheeks sO thtthe box is stripped 
:It Will be. appreciated that the actuation oï 
all the parts of the box-making mechanism 
Proper, i. e. the reciProcation of the die, the 
bending up of the blank side flaps, the bending 
in  6f the end lugs of said side flaps, the bond- 
ing. up of the glue-coated end flaps anà the 
strfppi.ng of the finished box, is derived exclu- 
seiy from the rotation of-the turret. As al- 
.réa.dy stated, the die is stopped in the course 
0 !ts d.o.wnward Strbke as it cornes into. register 
ith t!e end Cheeks  dueto the provision of 
a fiat in, the cam group 36. 
/ the beginning of the said stop in the down- 
wad. movement of the die which is still pressed 
betveen either end cheek  and which begins 
o be moved around b the turret the die becomes 
engaged between a pair of-arcuate guide bars 

4 
concentric with the vertical axis . One of the 
two said guides which ure carried by the ma- 
chine frame is fixed while the other is strongly 
urged towards the former by springs . For 
5 the rime the die is moved along between the t.vo 
guides, which rime corresponds to that for vhicb 
the die is stopped in its downward motion, the 
glue-coated end flaps |} of the blank are vig- 
orously pressed against the extensions C of the 
0 blank sides, which extensions are already laid 
fiat on the end faces of the die, whereby the 
reliability of the assemblage is improved. 
Further advantages, in addition fo those 
briefly pointed out in hereinbefore, result from 
5 thè ettng of the reciprocatory motion of the 
die under the control of the rotation of the tur- 
_e; effectively, it becomes possible to increase 
the cpacity of the machine by equipping the 
turretwith a plurality of boxmaking stands i 
20 each of which a paperboard blank is taken as 
the stand considered moves past one and the 
saine blank intake station from vhich a finished 
box is ejected atone and the saine box detivery 
station, fo derive the motion of the end flap 
25 bend-.up mechanism directly from the rotational 
motion of the turret through loyers cooperat- 
ing with fixed cams, te utilize the horizontal 
tangential speed component of the movement of 
the boxes as they are ejected contingently for 
S0 inserting them into the turret of an additional 
machine designed for the production of the ar- 
ticles fo be packed in the boxes. 
An automatic rotary boxrfilling machine may 
advantageously be supplied with the necessary 
5 empty boxes as describel hereinafter, reference 
being h.ad fo Fig. 6. In this arrangement, the 
empty boxes are convexed in cel!s 6 intercon- 
nected by rods 3 pivoted te the ends of each 
pair of succesve cells. The whole system of 
40 rods and cells is mounted on a pair of rotary 
machines similar to a roller chain trained over 
a pair of sprocket wheels. More specifically, the 
operative connection between the box-convey- 
ing chain and the box-making machine is 
45 .achieved by the engagement oî each cell be- 
tween the legs of a fork 4 carried by the turret 
at. each stand. Each cell |@ is thus located be- 
low a die | and loaded with a finished empty 
box te be conveyed to the box-filling machine 
50 as the die reaches the bottom of its stroke as 
illustrated in Fig. 5. 
The invention is by no means limited to the 
particular embodiment thereof described here- 
inbefore; itis rather intended to cover the whole 
.» or part of any machine adapted, merely as a re- 
sult of the rotation of ifs turret, fo automatically 
supply a machine manufacturing products tobe 
packed with the necessary paperboard packages. 
More particularlY, the die may be reciprocated, 
ç9 and the turret shaft directed, otherwise than 
vertically; moreover, certain steps in the manu- 
facture of the box may be performed with the 
aid of members different from the ones 
scribed; thus, the end lugs may be bent in by 
65 means of swingable fingers 8 as shown in Fig. 
10 instead of by the legs of clamps us shown in 
Fig. 9; likewise, rocking members | as shown 
in Fig. 11, or sliding members as shown in Fig. 
12, may be used for swinging the end fiaps D 
70 erect instead of the resiliently mounted end 
cheeks  illustrated in Fig. 5. 
What I claim as my invention and desire to 
secure by Letters Patent is: 
I. A machine for manufacturing parallele- 
75 pipedal paperboard boxes from rectangular, lined 
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out, slittël and locally glue-coated blanks com- 
prising a flxed vertical shaft, a turret rotatable 
about said flxed vertical shaït, a plurality of 
stands mounted on said turret and equipped each 
-with a rectangular prismatic box-shaping die to 
the hbrizontal top face of which a rod is secured 
which iz guided in a vertical reciprocatory 
tion in the turret, a horizontal table with a rec- 
tangular aperture therein for the passage of the 
die therethrough, having ifs width equal to that 
of the flnizhed box and its length equal fo that 
of the blank, means on the table to correctly 
position a blank laid on the same with respect 
to said aperture, a pair of parallel vertical side 
cheeks resiliently mounted below the table along- 
side the sine edges of said aperture adapted fo 
bend up the side portions of the blank and fo 
press them against the vertical side faces of the 
die as the latter forces the blank downwards 
through the aperture in the table, two pairs of 
clamps mounted below the table and being mov= 
able towards each other ai right angles fo said 
side cheeks to bend the lugs ai the ends of either 
side portion of the blank whfle laying them fiat 
against the vertical end faces of the die after 
said end lugs have been bent upwards together 
with the said side portions of the blank during 
the downward stroke of the die and away from 
each other upon the top face of the die clearing 
either pair of clamps, a pair of vertical end cheeks 
resiliently mounted below the respective pairs of 
clamps substantially in the planes of the die end 
faces adapted as the die is sunk between the two 
side cheeks to cooperate with the end faces of 
said die to lay the glue-coated end flaps of the 
blank fiat against the lugs providing the exten- 
sions of either blank side flap and already laid 
fiat against the end faces of the die by the afore= 
said clamps and means controlled by the rota- 
tion of the turret adapted firstly to sink the die 
through the table fo a position therebelow and 
cause each pair of clamps fo move towards the 
other in the box-making stroke of the die and 
secondly to more said clamps clear of the box 
and lift the die clear of the table, ready for the 
production of a further paperboard box from a 
new blank laid on the table of the machine, in 
the next cycle of operation. 
2. A machine for manufacturing parallele- 
pipedal paperboard boxes from rectangular, lined 
out, slitted and locally glue-coated blanks com 
prising a flxed vertical shaft, a turret rotatable 
about said vertical shaft, a disc keyed_on said 
shàft above said turret and milled with camroing 
guideways, a plurality of stands mounted on said 
turret and equipped each with a rectangular pris= 
matic box-shaping die to the horizontal top ace 
of wtich a ]erti.cal rod is secured which is guided 
n a vertical reciprocatory motion in the turret, a 
follower pivoted fo the upper end of said veri- 
cal rod and cooperating with one of the aforesaid 
camming guideways by which the die is recipro- 
cated vertically in the course of the rotation of 
the turret through the medium of said follower 
and said vertical rod, a horizontal table with a 
rectangular aperture therein for the passage of 
the die'therethrough, having its width equal to 
that ï0f the finished box and ifs length equsi 
to that bf the blank, means on the table fo cor- 
rectly position a blank laid on the saine with re 
spect to said aperture, a pair of parallel vertical 
side cheeks resfliently mounted below the table 
alongside the side edges of said aperture adapted 
fo bend the side portions of the blank upwards 
and fo press them against the vertical side faces 

6 
of the die as the latter forces the blank down- 
wards through the aperture in the table, two 
pairs of clamps mounted below the table and 
being movable towards each other ai right angles 
5 fo said side cheeks to inwardly bend the ]ugs ai 
the ends of either side portion of the blank and 
]ay them fiat against the vertical end facesof the 
die after said end lugs bave been bent upwards 
together with the said side portions of the blank 
!o during the downward stroke of the die and away 
from each other upon the top face of the 
clearing either pair of clamps, a pair of vertical 
end cheeks resfliently mounted below the respec 
rive pairs of clamps substantially in the planes 
15 of the die end faces adapted as the die is sunk 
between the two side cheeks fo cooperate with 
the end faces of sali iie to lay the glue-coated 
end flaps of the blank fiat against the.lugs pro= 
viEing the extensions of either blank side flap 
20 and previously laid fiat against the end faces of 
the die by the aforesaii clamis ani means con- 
trollei by the rotation of the turret adapted 
firstly to sink the die through the table fo a posi- 
tion therebelow and to cause each pair of clamps 
5 to more towards each other in the box-making 
stroke of the die and secondly to more sali 
clamis clear of the box and lift the die clear 
of the table, ready for the production of a fur- 
ther paperboard box from a new blank laid on 
 the table of the machine, in the next cycle of 
operation. 
3. A machine for manuïacturing parallelepipe- 
dal paperboard boxes from rectangular, linei out, 
slitted and locally glue-coated blanks comprising 
 a fixed vertical shaft, a turret rotatable about 
said flxed vertical shaft, a pair of arcuate guide 
bars secured fo the machine frame concentric 
with said shaft, springs urging said guide bars 
owards each other, a plurality of stands mount= 
i. ed on said turret and equipped each with a rec= 
tangular prismatic box-shaping die fo the hori 
zonta! top face of which a vertical rod is secured 
which is guided in a vertical reciprocatory mo- 
tion in the turret, the said rod and die assembly 
4 being stopped for a while during their downward 
stroke, a horizontal table with a rectangular aper- 
ture therein for the passage of the die there- 
through, having its width equal to that of the 
flnished box and its length equal fo that of the 
50 blank, means on the table to correctly position 
a blank laid on the saine with respect to said 
aperture, a pair of parallel vertical side cheeks 
resiliently mounted below the table alongside.the 
side edges of said aperture adapted fo bend the 
5. side portions of the blank upwards and to press 
them against the vertical side faces of the die as 
the latter forces the blank downwards through 
the aperture in the table, two pairs of clarnps 
mounted below the table and being swingable to- 
o wards each other ai right angles .to said side 
cheeks fo inwardly bend the lugs ai the ends of 
either side portion of the blank and lay them 
fiat against the vertical end faces of the die after 
said end lugs have been bent upwards together 
c5 with the said side portions of the blank during 
the downward stroke of the die and away from 
each other upon the top face of the die clearing 
either pair of clamps, a pair of vertical end cheeks 
resilient.ly momïted below the respective pair.of 
70 clamps substantially in the planes of the die end 
faces and on a level with the position in which the 
die is stopped in the course of its downward 
stroke, adapted to upwardly bend the partly glue- 
coated end flaps of the blank and to press them 
75 on the lugs providing extensions of either side 



ï!ap :t he.h}ank :and :prev.iusly daid .-lat«uguinst 
itherend:faceof thedie hyoE.heaIesuid clumps, 
ua:oï 11oes :mountd.euch he buck side 
 :ei_end he d auted ding the 
he .die ..is stopped : ifs dowurd .motion und 
. mmg»beteen the çuir oï acuue ide bars 
- coopeBte .ith the ltter in using .said end 
h o-çs e-glue-coated end fluçs .oï the 
:u..ugitthe :blank side.end lugs und means 
.controlled-by_the rotution .of the tum'et .udapted 
flrstly .fo :sink the-die :through the uble 
.sit, iontheebe!ow:an, cause/ech.pair.of mps 
 ço :more .towuds eah .other  .the box,mukig 
 :stroke of the die ud secondly o moe sid clumps 
.-Or of the box md lift .the die cleur of the 
:!e,eadFforthe oucon of  f.ther pper- 
rd ;box from-a new .blu_luid on .the.ble of 
 .e :muche, .in the next.ccle of .operutin. 
4...A:machine for_mufuctg.purullelepip e- 
;dlpaperbom-d boxesfrmn_rectangular, .lined out, 
-.sld und locally .glue-couted blues compsing 
a fixed ver.ticul shaft, a turreç otutuble about.suid 
fld ver.çicl shaft, u dis arrunged rigid with 
id shaft-uboe sid .turret formed in its edge 
wih u Cummg groove,-u pluraty of stnds 
.moted on suid turret nd equipped each with 
 rtngular prismtic box-shaping .die to the 
horizontal top face of which u verticul rod is 
:secured which is guided in u verticul reciprocutory 
 motion inthe urret, a .horizontal tble with a 
rectngular aperture therein for the psage of 
%he die therethrough, hung its .width equal to 
%.ha% of the finhed box nd ifs length equul to 
that of the blank, means on he tuble to correctiy 
posRion  blank tid on the saine with respect fo 
sid aperture, a pair of parllel vertical side 
cheeks resiliently mounçed below the table long- 
side-the side edges of said aperture adapted to be]d 
the side portions of the blank upwurds and to 
press .them aguinst the vertical .side faces of the 
die as the lutter forces Zhe blank downwards 
through the perture in the table, two pairs of 
clamps mounted below the tble in lignment 
 ,«ith the .respective end faces of the die ut either 
side of the path of tbe laoEer and interconnected 
by a back web parallel with the .sides of the 
.die, a rod rigid with either clmp back web ex- 
%enng towards the outside of the saine and 
guided.foçZhe reciprocation of the clamp at right 
angles 'to the relted side of-the die, a vertical 
rock shaftmounted in the turret, an rm eyed 
to %ho one end of suid rock sha:ft having i outer 
und pied fo the one of said .clmp-reciprocat- 
ng rods, a horontally swingble 2- lever 
also mounted fil the turret hving one of its 
nds pivoted to the .other clpreciprocting 
.rond,  link connecting [the .opposite end of. said 
.lever to  point of .sid a between uid rock 
hft -and sid outer end so that the clips are 
reciprocad always in opposite directions, n ad- 
ditional urm keyed to the opposite end of suid 
verticul rock shaft, u follower on the ee end 
-of sid dditional arm, a cam face on the edge 
of suid dioe cooperating with said follower udupt- 
ed through %ho medi of sid ro shuft und 
%ho .rm-nd-link "system at the opposite end of 
 sume firstly to pull the clump-crrying rods to- 
wurds.each.other-us the die cornes to ulnment 
with the saine in the coue of its downwurd 
-stroke, whereby the lugs ut either end .of either 
blnk side flp which previously were bent up- 
wards together with the lutter re luid 
uguit the end faces of the e, and secondly 
uy from each other once the .die  i do- 
-urd strOke bas .leured the suid clips, a:puir 

of vertical end 'heeks :resilinly momatl below 
the pair .of clumps .substariully. in the planes of 
.the diecnd faces adaptd as the .said die is.sunk 
therebetveen .to cooperte with .the end fuces 
5 thereofto bond the blank end flaps upwards nd 
to press them against the blank side end lugs.al- 
ready laid fiat against said die end faces nd 
means controlled by the rotation of the turzet 
adapted flrstly fo sink the die through the table 
]0 to a position therebelow and cause each pair of 
clamps fo more towards each oher in the box- 
making stroke of the die and secondly fo .more 
said clamps clear of the box and lift the die clear 
of the table, ready for the production of a further 
15 paperboard box frein a new blank laid on .the 
'table of the aachine, .in the next cycle of .oper- 
ation. 
5. A.machineIor manufacturing .parallelpipe- 
dal.paperboad boxes from rectangular, lined.out, 
20 litted and locally glue-coated blanks comprising 
a flxed vertical shaft, a turret rotatable about 
the saine, a horizontal fixed grid rigid with .the 
machine frame and provided therethrough vith 
a pair of slots concentric with said shaft, a-plu- 
25 rality of stands mounted on said turret .and 
equipped each with a rectangular prismatic box- 
shaping die fo the horizontal top face of which 
a rod is secured which is guided in a vertical 
reciprocatory motion in the turret, a horizontal 
;]0 table arranged immediately below said grid,-par- 
taking of the rotation of the turret and provided 
with a rectangular aperture.equal in width to-the 
width .of the flnished box and in length to the 
length of .the blmak for the passage of the .die 
35 through said aerture, a pair of studs rigid with 
the table, in alignment with the trailing side of 
the aperture in the saine and projecting through 
and beyond the pair of concentric slots in said grid 
adapted to drag a paperboard blank laid on the 
40 grid and lay it on the table in correct rela- 
tion with the aperture in the latter, a vertically 
swingable flap pivoted fo the under side of the 
table, retractable below the latter or protractable 
above the top of the saine in alignment with the 
,5 fore side of the aperture in the table consider- 
ig the .direction of rotation of the table, a link 
having one end thereof pivoted to said flap, a-2- 
arm lever swingable about a horizontal shaft hav- 
ing one of its ends pivoted to the other end of 
50 said link and provided at its opposite end with 
a follower adapted by cooperating with a cam 
groove mil!ed in the edge of the disc and through 
the medium of the said lever and said link fo 
retract said flap downwards clear of the table as 
.55 the latter meets said grid and to protract said 
flap as said table clears said grid in order to 
push the blank dragged on the table by the afore- 
said studs home against the latter and thereby 
to correctly position said blank with respect fo the 
60 aperture in the table, a pair of vertical parallel 
side cheeks resiliently mounted below the table 
alongside the side edges of said aperture adapted 
to bond the side portions of the blank upwards 
and to press them against the vertical side faces 
C5 of the die as the latter forces the blank down- 
vards through the aperture ha the table, two pairs 
of clamps mounted below the table and being 
movable towards each other at right angles to 
said side cheeks to bond the lugs at t-ho ends of 
70 either side portion of the blank and lay the saine 
fiat against the vertical end faces of the die after 
said end lugs have been bent upwards together 
with the said side portions of the blank during 
the downward stroke of the die and away from 
75 each other upon the top face of the die Clearing 
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either pair of clamps, a pair of vertical end cheeks 
resiliently mounted below the respective pairs 
of clamps substantially in the planes of the die 
end faces adapted as the die is sunk between the 
two side cheeks to cooperate with the end faces 5 
of said die fo lay the glue-coated end flaps of 
the blank fiat against the lugs providing an 
tension ai either end of either blank side flap 
and already laid fiat against the end faces of 
the die by the aforesaid clamps and means con- 10 
trolled by the rotation of the turret adapted flrst- 
ly to sink the die through the table fo a posi- 
tion therebelow and cause each clamp pair to 
more t«wards the other in the box-making stroke 
of the die and secondly to more said clamp çairs 15 

10 
clear of the box and lift the die clear of the 
table, ready for the production of a further paper- 
board box from a new blank laid on the table of 
the machine, in the next cycle of operation. 
GÉIAID BAIDET. 
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